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(57) ABSTRACT

A manufacturing method of a lens barrel is disclosed. Accord-
ing to one implementation, the manufacturing method
includes the following steps. A first lens holding section pro-
trusion step inserts a first lens holding section from one end of
a barrel frame to a hollow section to protrude from the other
end. A second lens holding section suction step sucks a con-
vex surface section. A first lens holding section contact step
brings the planar surface section into contact with the first
lens holding section. A lens holding switching step releases
suction of the convex surface section, and the planar surface
section is held by the first lens holding section. A barrel frame
contact step moves the first lens holding section or the lens
barrel so that a surrounding edge section is brought into
contact with a lens receiving section.

9 Claims, 14 Drawing Sheets
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1
METHOD FOR MANUFACTURING LENS
BARREL

RELATED APPLICATIONS

This is a U.S. national stage of International application
No. PCT/IP2012/053482 filed on Feb. 15, 2012.

This application claims the priority of Japanese application
no. 2011-048618 filed Mar. 7, 2011, the entire content of
which is hereby incorporated by reference.

FIELD OF THE INVENTION
TECHNICAL FIELD

The present invention relates to a method for manufactur-
ing a lens barrel to manufacture a lens barrel by inserting a
planar-convex lens into a barrel frame.

BACKGROUND ART

In a typical lens barrel for a camera, an outer diameter of a
lens is relatively large, and therefore, the lens barrel is manu-
factured by holding a sidewall section of the lens with twee-
zers to drop the lens in a barrel frame. Alternatively, instead of
using tweezers, a lens is held sucked by a suction pad by
vacuuming air, and such suction of the lens is disclosed in
various patent documents.

For example, in order to assemble an object lens to a barrel
frame, there is known a configuration to suck the object lens
on a tray, one by one, with the suction pad (see patent docu-
ment 1).

Moreover, for the purpose of correction of position of an
optical element, there is known a configuration to suck an
optical element with a rubber buffer ring (see patent docu-
ment 2).

PRIOR ART DOCUMENT
Patent Document

Patent Document 1: Japanese Unexamined Patent Appli-
cation Publication No. 2009-116951

Patent Document 2: Japanese Unexamined Patent Appli-
cation Publication No. 2006-220779

DISCLOSURE OF THE INVENTION
Problems to be Solved by the Invention

According to the above, as for the method of holding the
lens with tweezers, if the lens is small, the area of contact with
the tweezers becomes small, and there is a possibility that the
tweezers slip so that it is not possible to securely hold the lens,
resulting in the lens falling. Evenifthe lens does not fall, there
is a possibility that the held lens tilts, and in such case, it is
difficult to securely insert the lens in the barrel frame.

Further, for example, the lens used in illumination of an
endoscope is no more than 1 mm, and it is very difficult to
hold such a very small lens with tweezers. In addition, the lens
is dropped to fall freely to be inserted in the barrel frame,
however when the lens is a planar-convex lens, and is a
hemisphere lens with a large curvature, even if it is intended
to insert the lens so that the convex surface is the upper
surface, since a center of gravity of the lens moves down with
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2

its own weight, the lens may rotate and turn sideways or
upside down, resulting in the planar surface being the upper
surface.

As described above, it is very difficult to use tweezers to
hold a very small lens.

In view of the above, it is considered to use a suction device
to suck the lens with the suction pad by vacuuming air. With
this, it is possible to securely hold and move the lens even if
the lens is very small.

However, when the convex surface of the planar-convex
lens with the large curvature is sucked by a suction pad, the
optical axis of the planar-convex lens and the inserting direc-
tion to the barrel frame are often misaligned by the attitude
that the planar-convex lens is placed in the tray. As a result, the
planar-convex lens is inserted tilted in the barrel frame, and
the lens barrel may become a defective lens barrel with poor
optical performance. Moreover, depending on the degree of
the tilt, it may not be possible to insert the lens in the barrel
frame. Further, when the suction of the planar-convex lens is
released above the barrel frame and the planar-convex lens is
dropped to fall freely, the above problem is aggravated due to
the weight of the lens.

The present invention has been conceived in view of the
above problems, and the present invention relates to a method
for manufacturing a lens barrel where a planar-convex lens is
inserted in a barrel frame, and it is an object of the present
invention to provide a method for manufacturing a lens barrel
where it is possible to securely insert a planar-convex lens in
a barrel frame without tilting.

The above described patent documents 1 and 2 do not
describe the above problems which occur when the planar-
convex lens is inserted in the barrel frame.

Means for Solving the Problem

The above object can be achieved by the invention
described below.

1. A manufacturing method of a lens barrel in which a first
lens holding section which can hold a planar surface section
of a planar-convex lens and a second lens holding section
which can suck a convex surface section of the planar-convex
lens are used to insert the planar-convex lens in a hollow
section provided in a barrel frame, the manufacturing method
comprising:

a first lens holding section protrusion step in which the first
lens holding section is inserted from an opening section posi-
tioned at one end of the barrel frame to the hollow section to
protrude the first lens holding section from an opening section
positioned at the other end of the barrel frame;

a second lens holding section suction step in which the
convex surface section of the planar-convex lens is sucked
with the second lens holding section;

a first lens holding section contact step in which the planar
surface section of the planar-convex lens is brought into con-
tact with the first lens holding section after the first lens
holding section protrusion step and the second lens holding
section suction step;

a lens holding switching step in which suction of the con-
vex surface section of the convex-planar lens is released by
the second lens holding section, and the planar surface section
of the planar-convex lens is held by the first lens holding
section after the first lens holding section contact step; and

a barrel frame contact step in which the first lens holding
section or the lens barrel is moved in an optical axis direction
of the planar-convex lens so that a surrounding edge section
of the planar surface section of the planar-convex lens is
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brought into contact with a lens receiving section provided in
the hollow section of the barrel frame after the lens holding
switching step.

2. The manufacturing method of a lens barrel of claim 1,
wherein the second lens holding section suction step is per-
formed after the first lens holding section protrusion step.

3. The manufacturing method of a lens barrel of claim 1,
wherein the first lens holding section protrusion step is per-
formed after the second lens holding section suction step.

4. The manufacturing method of a lens barrel of claim 1,
wherein the second lens holding section suction step is per-
formed simultaneously with the first lens holding section
protrusion step.

5. The manufacturing method of a lens barrel of any one of
claims 1 to 4, wherein the planar-convex lens includes a side
wall section formed between the convex surface section and
the planar surface section parallel to an optical axis, and the
side wall section is fitted to an inner surrounding wall of the
hollow section of the barrel frame.

6. The manufacturing method of a lens barrel of any one of
claims 1 to 5, further comprising a bonding step in which the
planar-convex lens is bonded to the barrel frame after the
barrel frame contact step.

7. The manufacturing method of a lens barrel of claim 6,
wherein the planar-convex lens includes a side wall section
formed between the convex surface section and the planar
surface section parallel to an optical axis, and adhesive is
filled between the side wall section and the inner surrounding
wall.

8. The manufacturing method of a lens barrel of any one of
claims 1 to 7, wherein the first lens holding section can suck
the planar surface section of the planar-convex lens.

9. The manufacturing method of a lens barrel of claim 8,
wherein vacuuming power of the first lens holding section is
stronger than vacuuming power of the second lens holding
section.

Advantageous Effect of the Invention

According to the method for manufacturing the lens barrel
of the present invention, the planar-convex lens can be
securely inserted in the barrel frame without tilting the planar-
convex lens, when the planar-convex lens is inserted in the
barrel frame.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a perspective view of a planar-convex lens;

FIG. 2 is a perspective view of a barrel frame;

FIG. 3 is a schematic view of a step of manufacturing a lens
barrel with an automatic assembling device viewed from
above;

FIG. 4 is a perspective view of a robot arm holding the
barrel frame;

FIG. 5 is a perspective view showing a step of inserting a
suction pad of a first suction device in the barrel frame;

FIG. 6 is a perspective view showing a step of sucking the
planar-convex lens with the suction pad of the second suction
device;

FIG. 7 is a perspective view showing a step of bringing the
planar-convex lens in contact with the suction pad of the first
suction device;

FIG. 8 is a perspective view showing a step of sucking the
planar-convex lens with the suction pad of the first suction
device;
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FIG. 9 is a perspective view showing a step of sucking the
planar-convex lens with the suction pad of the first suction
device;

FIG. 1015 a perspective view showing a step of bringing the
planar surface section of the planar-convex lens in contact
with a lens receiving section of the barrel frame;

FIG. 11 is a perspective view showing a step of moving
away the suction pad of the first suction device from the barrel
frame;

FIG. 12 is a perspective view of the lens barrel;

FIG. 13 is a perspective view showing a step of dropping an
adhesive in a groove section of the lens barrel; and

FIG. 14 is a perspective view showing that the planar-
convex lens is corrected even if the planar-convex lens is
sucked by the second suction device in a tilted state.

EMBODIMENT FOR CARRYING OUT THE
INVENTION

The method for manufacturing the lens barrel according to
the present invention is described in detail with reference to
the drawings.

FIG. 1 is a perspective view of a planar-convex lens, and
FIG. 2 is a perspective view of a barrel frame.

The lens barrel is completed by combining the planar-
convex lens 11 shown in FIG. 1 with the barrel frame 12
shown in FIG. 2. The lens barrel is used in, for example,
illumination of an endoscope, or illumination of a diagnosis
probe inserted in a forceps channel of an endoscope to be
provided for internal diagnosis. The lens barrel has a very
small dimension and is manufactured in large numbers.
Therefore, the lens barrel is usually manufactured using an
automatic assembling device instead of manufacturing by
hand.

As shown in FIG. 1, the planar-convex lens 11 includes a
convex surface section 11a formed in a hemisphere shape, a
planar surface section 116 formed in a planar surface opposite
to the convex surface section 11a, and a surrounding wall
section (side wall section) 11¢ formed between the convex
surface section 11a and the planar surface section 116 and
parallel to the optical axis. The material of the planar-convex
lens 11 may be resin or glass.

As shown in FIG. 2, the lens barrel 12 is formed in a
cylinder shape, and a first hollow section 12a and a second
hollow section 12¢ penetrates the lens barrel 12. The inner
diameter of the first hollow section 12« is larger than that of
the second hollow section 12¢. The step between the first
hollow section 124 and the second hollow section 12¢ func-
tions as a lens receiving section 12¢ which holds a surround-
ing edge section of the planar section 116 of the planar-
convex lens 11 as described later. As described later, a groove
section 12fto drop adhesive is formed in an inner surrounding
wall of the first hollow section 12a.

When the lens barrel is used for the purpose of illuminating
inside a lumen of a live body with light of illuminating optical
fiber not shown positioned in, for example a tip of the endo-
scope or a tip of the diagnosis probe inserted in the forceps
channel of the endoscope to be provided for internal diagno-
sis, the lens barrel 12 is formed by a transparent resin.

FIG. 3 is a schematic diagram showing a step of manufac-
turing the lens barrel with the automatic assembling device
viewed from above.

The automatic assembling device 30 used in this step is a
rotary type and includes a plurality of stations and intermit-
tently rotates in a clockwise direction. Below, the operation is
described for each station.
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[First Station]

The first station S1 holds the lens barrel 12.

A plurality of robot arms 32 are provided to a rotation table
31 of the automatic assembling device 30 to extend and
contract in a radiation direction.

Moreover, a plurality of barrel frames 12 are placed on a
barrel frame tray 41 near the first station S1. The barrel frame
12 is placed in an attitude so that the first hollow section 12a
is positioned above the second hollow section 12¢ as shown in
FIG. 2.

Then, as shown in the perspective view of FIG. 4, the robot
arm 32 holds any of the barrel frames 12 and conveys the
barrel frame 12 to the second station S2.

Here, the barrel frame tray 41 may be fixed, and the robot
arm 32 may suitably move above the barrel frame tray 41, or
the barrel frame tray 41 may move in a planar direction of
front, back, left, and right so that the robot arm 32 can easily
hold the barre] frame 12.

The rotation of the rotating table 31 and the extension and
contraction movement of the robot arm 32 are controlled by
an imaging device or a CPU which are not shown.

[Second Station]

In the second station S2, the planar-convex lens 11 is
inserted in the barrel frame 12.

Next, a first suction device 51 and a second suction device
52 which take in air are provided near the second station S2,
and a suction pad which has a vacuuming opening and which
is made from rubber, etc. is provided at each tip. The first
suction device 51 and the second suction device 52 are driven
with control by the CPU which is not shown. The suction pad
is suitably moved in a horizontal direction and a vertical
direction as shown in FIG. 3, and starts and stops vacuuming
of air.

The first suction device 51 and the second suction device 52
include an evacuated state generator which is not shown.
Compressed air is flown in the evacuated state generator to
generate an evacuated portion, and air is vacuumed from the
suction pad. The start and stop of the vacuuming is performed
by a solenoid valve.

When the barrel frame 12 is moved to the second station S2
by the robot arm 32, a suction pad 51a (first lens holding
section) of the first suction device 51 is inserted from an
opening section positioned at one end of the barrel frame 12,
in other words, the opening section 124 of the second hollow
section 12¢ positioned at the bottom as shown in the “A”
portion of FIG. 5. Then, the suction pad 51a protrudes from
the opening section positioned on the other end of the barrel
frame 12, in other words, the opening section 125 of the first
hollow section 12a positioned at the top as shown in the “B”
portion of FIG. 5 (first lens holding section protrusion step).

An outer diameter of the suction pad 51a is formed rather
smaller than the inner diameter of the second hollow section
12c.

FIG. 5 and the subsequent diagrams are illustrated without
the robot arm 32.

Next, the suction pad 52a (second lens holding section) of
the second suction device 52 is operated to suck the convex
surface section 11a of the planar-convex lens 11 (second lens
holding section suction step) as shown in FIG. 6.

The present embodiment shows an example of performing
the “first lens holding section protrusion step” and then the
“second lens holding section suction step”, however, the
order of the steps can be reversed or the steps can be per-
formed substantially simultaneously.

As shown in FIG. 3, a plurality of planar-convex lenses 11
are placed with the convex surface section 11a upward on a
lens tray 42 near the first station S2. The second suction
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device 52 is rotatable and the suction pad 52a can move
forward and backward. As shown in the “A” portion of F1G. 6,
the suction pad 524 is moved above any of the planar-convex
lenses 11, and as shown in the “B” portion of FIG. 6, the
suction pad 52q is brought into contact with the convex sur-
face section 11a of the planar-convex lens 11. Then, the
second suction device 52 performs the vacuuming operation,
and as shown in the “C” portion of FIG. 6, the planar-convex
lens 11 is sucked by the suction pad 52a. Then, as shown in
the “D” portion of FIG. 6, the suction pad 52a sucking the
planar-convex lens 11 is moved above the lens tray 42.

Here, even if the suction pad 52a sucks the convex surface
section 11a of the planar-convex lens 11 in a state where the
planar-convex lens 11 is slightly tilted, as described later with
reference to FIG. 14, the suction pad 51a sucks the planar
surface section 115 of the planar-convex lens 11, and there-
fore, there is no problem.

Here, the lens tray 42 may be fixed, and the suction pad 52a
may suitably move above the lens tray 42, or the lens tray 42
may move in a planar direction of front, back, left, and right
so that the suction pad 52a can easily suck the planar-convex
lens 11.

Next, as shown in the “A” portion of FIG. 7, the second
suction device 52 moves with the suction pad 52a sucking the
planar-convex lens 11, and draws near the suction pad 51a
protruding from the barrel frame 12 from above. Then, as
shown in the “B” portion of FIG. 7, the planar section 115 of
the planar-convex lens 11 is brought into contact with the
suction pad 51a (first lens holding section contact step).

Next, as shown in the “A” portion of FIG. 8, the first suction
device 51 performs the vacuuming operation and the suction
pad 51a sucks the planar section 115 of the planar-convex
lens 11. Then, as shown in the “B” portion of FIG. 8, the
second suction device 52 stops the vacuuming operation.

Then, as shown in the “A” portion of FIG. 9, when the
suction pad 52a of the second suction device 52 is moved
away upward, the planar-convex lens 11 is sucked by the
suction pad 51a. In other words, the suction pad holding the
planar-convex lens 11 is switched from the suction pad 52a to
the suction pad 51a (lens holding switching step).

In this state, the first suction device 51 is operated to move
the suction pad 51a in the horizontal direction while imaging
the planar-convex lens 11 and the barrel frame 12 with the
imaging device not shown, and an optical axis of the planar-
convex lens 11 is matched with a central axis of the barrel
frame 12 based on image acknowledgement as shown in the
“B” portion of FIG. 9. As a method to match the optical axis
of'the planar-convex lens 11 and the central axis of the barrel
frame 12, other than matching the optical axis by acknowl-
edging the image and using the automatic device, an operator
can perform matching by confirming by sight and operating
manually.

Then, the first suction device 51 is operated, the suction pad
51a protruding from the barrel frame 12 is moved downward,
the suction pad 514 is moved through the first hollow section
124 and into the second hollow section 12¢ of the barrel frame
12, and the planar-convex lens 11 is inserted in the first hollow
section 12a of the barrel frame 12. Then, as shown in the “A”
portion of FIG. 10, the surrounding edge section of the planar
section 115 of the planar-convex lens 11 is brought into
contact with the lens receiving section 12e of the barrel frame
12 (barrel frame contact step). Here, the surrounding wall
section 11¢ of the planar-convex lens 11 can be fitted in the
inner surrounding wall of the first hollow section 12a of the
barrel frame 12.

If the barrel frame 12 is transparent, it is possible to easily
detect with the imaging device when the planar section 115 of
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the planar-convex lens 11 comes into contact with the lens
receiving section 12e¢ of the barrel frame 12. If the barrel
frame 12 is not transparent, the above state is detected by
resistance generated while the suction pad 51a is moved.

When the planar section 115 of the planar-convex lens 11
comes into contact with the lens receiving section 12¢ of the
barrel frame 12, as shown in the “B” portion of FIG. 10, the
first suction device 51 stops the vacuuming operation. Then,
as shown in FIG. 11, the suction pad 51a of the first suction
device 51 is moved away from the barrel frame 12. With this,
as shown in FIG. 12, the lens barrel 1 with the planar-convex
lens 11 inserted in the barrel frame 12 is completed.

Then, the robot arm 32 holds the lens barrel 1, and the lens
barrel 1 is conveyed to the third station S3.

In the step of inserting the suction pad 51a from the bottom
of the barrel frame 12 and protruding the suction pad 51a
from the top, the suction pad 51a may be moved with the
barrel frame 12 fixed, or the barrel frame 12 can be moved
from the top toward the bottom with the suction pad 51a fixed.

In the step of moving the suction pad 51a downward in the
optical axis direction to bring the planar surface section 115
of'the planar-convex lens 11 in contact with the lens receiving
section 12e of the barrel frame 12, the barrel frame 12 can be
moved upward with the suction pad 51a fixed.

If the vacuuming power of the suction pad 51a of the first
suction device 51 is made stronger than the vacuuming power
of the suction pad 52a of the second suction device 52, the
planar-convex lens 11 can more reliably move to the suction
pad 51a, and it is possible to switch the holding of the planar-
convex lens 11 without having to perform operation to stop
the vacuum of the suction device. It is also possible to move
the planar-convex lens 11 from the suction pad 52a to the
suction pad 51a before the second suction device 52 stops the
vacuuming operation.

In addition, the operation of the first suction device 51 and
the second suction device 52 is controlled by the CPU which
is not shown.

[Third Station]

When the barrel frame 12 moves to the third station S3, as
shown in FIG. 13, the adhesive dispenser 53 starts operation,
the nozzle 53a is moved close to the barrel frame 12, adhesive
G is discharged, and a predetermined amount of adhesive G is
dropped in a groove section 12f of the barrel frame 12. The
dropped adhesive G is flown evenly and filled between the
surrounding wall section 11¢ of the planar-convex lens 11 and
the inner surrounding wall of the first hollow section 12a of
the barrel frame 12 to join the above two portions to each
other (bonding step).

The position of the groove section 12fvaries in the rotating
direction depending on the position of the lens barrel 1.
Therefore, the imaging device not shown detects the position
and the CPU controls the nozzle 53a to move near the groove
section 12f. The lens barrel 1 can be rotated so that the groove
section 12fis placed in a certain position.

Moreover, it is preferable that heating by a heater is per-
formed so that the adhesive G in the nozzle 53a is not cured.

The adhesive G is a thermal curing type, an optical curing
type or a hybrid type of the above. After joining, heat or light
is emitted on the adhesive G with a device not shown, and the
adhesive G is cured.

Since the groove section 12f to drop the adhesive G is
provided, it is possible to prevent the spreading of the adhe-
sive G.

If'the groove section 12freaches the lens receiving section
12e, there is a possibility that the adhesive G flows to the
planar surface section 116 of the planar-convex lens 11.
Moreover, there is also a possibility that bubbles are formed in
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the adhesive G, resulting in undesirable appearance, and the
joining point being insecure. Therefore, as shown in FIG. 2, it
is preferable that the groove section 12f does not reach the
lens receiving section 12¢ and stops at an intermediate posi-
tion of the surrounding wall section 11¢ of the planar-convex
lens 11.

Further, when a plurality of groove sections 12f are pro-
vided, there is a possibility that bubbles are formed in the
portion where adhesive G flown from two groove sections 12f°
meet. Therefore, it is preferable that there is only one groove
section 12f

When the adhesive G is cured, the robot arm 32 holds the
lens barrel 1, and the lens barrel 1 is conveyed to the fourth
station S4.

[Fourth Station]

When the lens barrel 1 is moved to the fourth station S4, as
shown in FIG. 3, the robot arm 32 holding the lens barrel 1 is
extended, and the lens barrel 1 is placed on the lens barrel tray
43 one by one.

Here, the lens barrel tray 43 may be fixed, and the robot arm
32 may suitably move above the lens barrel tray 43, or the lens
barrel tray 43 may move in a planar direction of front, back,
left, and right so that the robot arm 32 can easily place the lens
barrel 1.

The above described barrel frame tray 41, the lens tray 42,
and the lens barrel tray 43 do not necessarily need to be trays,
and each one can be taken out from a pod-like cartridge or,
each one can be inserted in a cartridge.

When the barrel frame tray 41 and the lens tray 42 are
empty and the lens barrel tray 43 is full, the imaging device
can detect the above and automatically switch with other
trays, or an alarm may urge an operator to switch with other
trays.

The lens barrels 1 placed to fill the lens barrel tray 43 are
sent to the curing chamber to be held for a certain amount of
time in a certain temperature. With this, the adhesive G can be
securely cured.

Then, the laser light is emitted on the lens barrel 1, and the
examination of shifting, tilting, upper and lower position, etc.
is performed on the barrel frame 12 of the planar-convex lens
11.

As described above, the feature of the present embodiment
is that the planar-convex lens 11 moves from the suction pad
52a to the suction pad 51a. With this, as shown in the “A”
portion of FIG. 14, even if the convex surface section 11a of
the planar-convex lens 11 is sucked by the suction pad 52a in
a tilted state, as shown in the “B” portion of FIG. 14, the
planar surface section 115 of the planar convex lens 11 is
sucked by the suction pad 51qa and the tilt is corrected.

Regarding the suction pad 51a, as long as the planar surface
section 115 of the planar-convex lens 11 can be held from the
bottom, the planar-convex lens 11 does not necessarily have
to be sucked.

Instead of the robot arm 32 continuing to hold the barrel
frame 12 from the second station S2 to the fourth station S4,
the robot arm 32 can release the hold of the barrel frame 12
when moved to the next station to fix the barrel frame 12 on a
work space, and the robot arm 32 can be used only for con-
veying the barrel frame 12.

As long as the planar-convex lens 11 is a lens where one
surface is a convex surface and the other surface is a planar
surface, the planar-convex lens 11 may be a lens where a
plurality of lenses are attached to each other. The planar
surface does not have to be a perfect planar surface. The
planar surface can be a surface close to a planar surface with
an extremely small curvature compared to the convex surface,
and the portion in contact with the first lens holding section
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(suction pad 51a) can be a substantial planar surface. It is
preferable that the portion (out of effective optical surface) in
contact with a lens receiving surface 120 is a planar surface.

The entire disclosure of Japanese Patent Application No.
2011-48618 filed on Mar. 7, 2011 including specification,
claims, drawings and abstract are incorporated herein by ref-
erence in its entirety.

INDUSTRIAL APPLICABILITY

As described above, the present invention is suitable for the
method of manufacturing a lens barrel by inserting a planar-
convex lens in a barrel frame.

DESCRIPTION OF REFERENCE NUMERALS

1 lens barrel

11 planar-convex lens

114 convex surface section
115 planar surface section
11¢ surrounding wall section
12 barrel frame

124 first hollow section
1254, 12d opening section
12¢ second hollow section
12¢ lens receiving section
12f'groove section

30 automatic assembling device
32 robot arm

41 barrel frame tray

42 lens tray

43 lens barrel tray

51 first suction device

51a, 52a suction pad

52 second suction device
53 adhesive dispenser

53a nozzle

G adhesive

The invention claimed is:

1. A manufacturing method of a lens barrel in which a first
lens holding section which can hold a planar surface section
of a planar-convex lens and a second lens holding section
which can suck a convex surface section of the planar-convex
lens are used to insert the planar-convex lens in a hollow
section provided in a barrel frame, the manufacturing method
comprising:

afirst lens holding section protrusion step in which the first

lens holding section is inserted from an opening section
positioned at one end of the barrel frame to the hollow
section to protrude the first lens holding section from an
opening section positioned at the other end of the barrel
frame;

a second lens holding section suction step in which the

convex surface section of the planar-convex lens is
sucked with the second lens holding section;
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a first lens holding section contact step in which the planar
surface section of the planar-convex lens is brought into
contact with the first lens holding section after the first
lens holding section protrusion step and the second lens
holding section suction step;

a lens holding switching step in which suction of the con-
vex surface section of the convex-planar lens is released
by the second lens holding section, and the planar sur-
face section of the planar-convex lens is held by the first
lens holding section after the first lens holding section
contact step; and

a barrel frame contact step in which the first lens holding
section or the lens barrel is moved in an optical axis
direction of the planar-convex lens so that a surrounding
edge section of the planar surface section of the planar-
convex lens is brought into contact with a lens receiving
section provided in the hollow section of the barrel
frame after the lens holding switching step.

2. The manufacturing method of a lens barrel of claim 1,
wherein the second lens holding section suction step is per-
formed after the first lens holding section protrusion step.

3. The manufacturing method of a lens barrel of claim 1,
wherein the first lens holding section protrusion step is per-
formed after the second lens holding section suction step.

4. The manufacturing method of a lens barrel of claim 1,
wherein the second lens holding section suction step is per-
formed simultaneously with the first lens holding section
protrusion step.

5. The manufacturing method of a lens barrel of claim 1,
wherein the planar-convex lens includes a side wall section
formed between the convex surface section and the planar
surface section parallel to an optical axis, and the side wall
section is fitted to an inner surrounding wall of the hollow
section of the barrel frame.

6. The manufacturing method of a lens barrel of claim 1,
further comprising a bonding step in which the planar-convex
lens is bonded to the barrel frame after the barrel frame
contact step.

7. The manufacturing method of a lens barrel of claim 6,
wherein the planar-convex lens includes a side wall section
formed between the convex surface section and the planar
surface section parallel to an optical axis, and adhesive is
filled between the side wall section and an inner surrounding
wall.

8. The manufacturing method of a lens barrel of claim 1,
wherein the first lens holding section can suck the planar
surface section of the planar-convex lens.

9. The manufacturing method of a lens barrel of claim 8,
wherein vacuuming power of the first lens holding section is
stronger than vacuuming power of the second lens holding
section.



